surface vacuum treating said workpieces in at least one of said at 
least two stations. 

(New) The method of claim 45, further comprising controlling at 
least timing of said transporting. 

yf. (New) The method of claim 46, further comprising performing said 
controlling by means of a freely programmable process controller unit. 

. - 4e. (New) The method of claim 45, further comprising the step of 

i 

controlling the size of said station batches. 

(New) The method of claim 48, thereby performing said controlling 
by way of a freely programmable process controller unit. 

/n 

y (New) The method of claim 45, further comprising the step of 

controlling the size of said transport batch. 

54. (New) The method of claim 50, thereby performing said controlling 
by way of a freely programmable process controller unit, 

^ (New) The method of claim 45, further comprising the step of 
controlling geometric arrangement of a station batch of at least one of said at 
least two stations, 

^ (New) The method of claim 52, thereby performing said controlling 
by way of a freely programmable process controller unit. 

^ (New) The method of claim 45, further comprising the step of 
controlling geometric arrangement of said transport batch. 

plS^, (New) The method of claim 54, thereby performing said controlling 



by way of a freely programmable process controller unit. 



p^. The method of claim 45, further comprising the steps of 
transporting workpieces to and from stations of said treatment facihty grouped 
as transport batches and selecting the number of workpieces of said transport 
batches not to exceed the number of workpieces of a station batch of a transport 
destination station. 

(New) The method of claim 56, further comprising the step of 
selecting the number of workpieces of said transport batches to be an mteger 
fraction of the number of workpieces of the station batch of a transport 
destination station. 

>gr (New) The method of claim 56, further comprising the step of 
selecting the number of workpieces of said transport batches to be an integer 
fraction of the number of workpieces of the station batch of a transport departure 
station. 

(New) The method of claim 45, further comprising the step of 
providing said workpieces in at least one station of said treatment facility within 
a mobile magazine. 

(New) The method of claim 45, further comprising the step of 
providing said workpieces in at least one of said at least two stations within a 
mobile magazine. 

^ (New) The method of claim 45, further comprising the step of 
transporting said workpieces to and from at least one of said at least two stations 
within a mobile magazine. 



&1, (New) The method of claim 45, further comprising the step of 
mutually and controllably isolating at least a part of stations provided at said 
treatment facility. 

65. (New) A method for manufacturmg surface treated workpieces 
comprising the steps of 

loading said workpieces mto a treatment facihty comprising at least 
two vacuum stations; \^ U I \ kJ ) j 

loading and unloading said at least two stations with workpieces 
grouped as a transport batch and 

controllmg said transport batch for loading or unloading said at 
least two vacuum stations and 

surface treating said workpieces in at least one of said at least two 
vacuum stations. 

Lb 

y(. (New) The method of claim 63, further comprising the step of 
controlling timing of at least one of loading said workpieces and of loading and 
unloading said at least two stations by means of a freely programmable process 
controller unit. 

©5. (New) The method of claim 63, further compnsmg the step of 
loading said workpieces to at least one of said at least two vacuum stations 
grouped as a station batch. 

(New) The method of claim 65, further comprising the step of 
controlling the number of workpieces of said station batch. 

(New) The method of claim 66, thereby performing said controlhng 
by way of a freely programmable process controller unit. 



(New) The method of claim 63, further; comprising the step of 
controHing the number of workpieces of said transport batch. 

(New) The method of claim 68, thereby performing said controlHng 
by way of a freely progi^ammable process controller unit. 

(New) The method of claim 63, further comprismg the step of 
loading said workpieces into at least one of said at least two vacuum stations 
grouped as a station batch and controlling the geometric arrangement of said 
station batch. 

(New) The method of claim 70, thereby performing said controlling 

by way of a freely programmable process controller unit. 

(New) The method of claim 63, further comprising the step of 

controlling the geometric arrangement of said transport batch. 
IK 

m (New) The method of claim 72, thereby performing said controlling 
by way of a freely programmable process control unit. 

(New) The method of claim 63, further comprising the step of 
providing said treatment facility with at least two vacuum stations for said 
workpieces grouped as station batches and selecting the number of workpieces of 
said transport batch not to exceed the number of w^orkpieces of a station batch of 
a transport destination station. 

(NewO The process of claim 74, further comprising the step of 
selecting said number of workpieces of said transport batch to be an integer 
fraction of the number of workpieces of a station batch of a transport destination 
station. 









y^. (New) The method of claim 74, further comprising the step of 
selecting the number of workpieces of said transport batch to be an integer 
fraction of the number of workpieces of a station batch of a transport departure 
station. 

yf, (New) The method of claim 63, further comprisuig the step of 
providing said workpieces in a station of said facihty within a mobile magazine, 
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(New) The method of claim 63, further comprising the step of 
providing said workpieces in at least one of said at least two vacuum stations 
within a mobile magazine. 

(New) The method of claim 63, further comprising the step of 
transporting said workpieces within said treatment facility within a mobile 
magazine. 

(New) The m.ethod of claim 63, further comprising providing said 
transport batch within a mobile magazine. 

(New) The method of claim 63, further comprising the step of 



controllably isolating at least a part of stations provided at said facihty. 

pi. (New) A method for manufacturing surface treated workpieces 

comprising the steps of 

vacuum treating said workpieces grouped as respective stations 
batches within at least two stations of a treatment facility; 

controlling said station batches and surface treating said 
workpieces in at least one of said at least two stations. 



pi. (New) The method of claim 82, further comprising the step of 
controlhng at least timmg of said vacuum treating by means of a freely 
programmable process controller unit. 

(New) The method of claim 82, further comprising the step of 
performing said controlhng by controlling the number of workpieces of said 
station batches. 

(New) The method of claim 84, thereby performing said controlling 
by way of a freely programmable process controller unit. 

^ (New) The method of claim 82, thereby performing said controlling 
by controlling geometric arrangement of said station batches. 

(NewO The method of claim 86, thereby performmg said controlling 
by way of a freely programmable process controller unit. 

(New) The method of claim 82, further comprising the step of 
transporting said workpieces to and from at least one of said at least two stations 
grouped as a transport batch. 

(New) The method of claim 88, further comprising the step of 



controlling said transport batch. 

(New) The method of claim 89, further comprising the step of 
performing said controlling by controlling the number of workpieces of said 
transport batch. 

p^, (New) The method of claim 89, thereby performing said controlling 
by controlling geometric arrangement of said transport batch. 



% 

yi, (New) The method of claim 89, further comprising the step of 
performing said controlhng by way of a freely programmable process controller 
unit. 

^ (New) The method of claim 82, further comprismg the step of 
transporting workpieces to and from stations of said treatment facility grouped 
as transport batches and selecting the number of workpieces of said transport 
batches not to exceed the number of workpieces of a station batch of a transport 
destination station. 

yC. (New) The method of claim 93, further comprising the step of 
selecting said number of workpieces of said transport batches to be an integer 
fraction of the number of workpieces of a station batch of a transport destination 
station. 

J^, (New) The method of claim 82, further comprising the step of 
transporting said workpieces to and from stations of said facility grouped as 
transport batches and selecting the number of workpieces of said transport 
batches to be an integer fraction of the number of workpieces of the station batch 
of a transport departure station. 

(New) The method of claim 82, further comprising the step of 
providing said workpieces in a station of said facility within a mobile magazine. 

(New) The method of claim 82, further comprising the step of 
providing said workpieces within at least one of said at least two stations within 
a mobile magazine. 



